
What is claimed is: 




A master tool for manufacturing a production tool useful to manufacture an 
abrasive article that comprises a major surface having deployed in fixed position thereon 
first and second three-dimensional abrasive composites^ each of said composites comprising 
abrasive particles dispersed in a binder and having a ^nape defined by a substantially distinct 
and discernible boundary which includes substantially specific dimensions, wherein said first 
abrasive composite has a first shape having specific first dimensions and said second 
abrasive composite has a second shape havingysecond specific dimensions, wherein each of 
said abrasive composites has a boundary defined by at least four planar surfaces wherein 
adjacent planar surfaces of one composite n/eet at an edge to define an angle of intersection 
therebetween, wherein at least one angle of intersection of said first abrasive composite is 
different from all of the angles of intersection of said second composite, said master tool 
comprising a structure having a major surface having a plurality of adjacent three- 
dimensional shapes projecting thereffrSm, wherein each three-dimensional shape is defined 
by a substantially distinct and discernible boundary which includes substantially specific 
dimensions, wherein a first three-csimensional shape has a first shape having specific first 
dimensions and a second thre&Klimensional shape has a second shape having second 
specific dimensions, wherein each of said three-dimensional shapes has a boundary defined 
by at least four planar surfaces wherein adjacent planar surfaces of one three-dimensional 
shape meet at an edge to define an angle of intersection therebetween, wherein at least one 
angle of intersection of said first three-dimensional shape is different from all angles of 
intersection of said secona three-dimensional shape. 

2. The master tool of claim 1, wherein said three-dimensional shapes comprise 
pyramids. 

3. The master tool of claim 2, wherein each said pyramid comprises planar 
surfaces which intersect to form a material-included angle at a distal end of said pyramid, 
wherein said material-included angle is a value from 25 ? and 90°, ■ — 
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The master tool of claim 1, comprised of a i^etal material. 



The master tool of claim 4, wherein said^master tool surface is nickel-plated. 



6. A master tool for manufacturing A production tool useful to shape an 
abrasive slurry into an array of three-dimension/kl nonidentical abrasive composites, said 
master tool having a major surface extending \yfthin a first imaginary plane, said master tool 
being made by a method comprising the 

(1) determining angles ytorresponding to facing right and left planar 
surfaces of adjacent three-dimensional shapes and wherein each of said angles has a value 
as measured between its planar surfacey&nd a plane which extends in a normal direction to 
said major surface and contains an e^ge of said planar surface in contact with said major 
surface, by the following substeps: 

(i) selecting an angle value between, but not including, 0° and 
90° to establish a first right halff angle of a first right planar surface of a first right-side 
three-dimensional shape with J random number generating means capable of randomly 
selecting an angle value between, but not including, 0° and 90°; 

(ii) /selecting an angle value between, but not including, 0° and 
90° with said random numbrfr generating means to establish a first left half angle for a first 
left planar surface of a first left-side three-dimensional shape facing said first right planar 
surface of said first right-s/de three-dimensional shape; 

9/\ proceedin S alon 8 a fir st direction extending linearly within 
said first imaginary Min^o a second left planar surface of a second left-side 
three-dimensional shfe^catecKgd jacen t said first left-side three-dimensional shape and 
using said random nurriber generating means to select a value between, but not including, 
0° and 90° to establisWa second left planar angle for said second left planar surface; 

/(iv) using said random number generating means to select a value 
between, but not including, 0° and 90° for a second right planar surface of a second right- 
side three-dimensional shape facing said second left planar surface; 

(v) - proceeding along said first-direction to a third right-side 
three-dimensional shkpe located adjacent said second right-side three-dimensional shape; 



(vi) repeating said substeps (i), jfii), (iii), (iv), and (v), in that 
sequence, at least once; 

(2) repeating step (1) except that the ingles are determined for left and 
right planar surfaces of adjacent three-dimensional shapes deployed in two adjacent rows in 
a second direction extending linearly within said first imaginary plane, wherein said first and 
second directions intersect; 

(3) using means to determine, fi&r a given width of said surface of said 
master, locations of grooves required to be cut fby a cutting means to form a series of 
intersecting grooves defining a plurality of thnfee-dimensional shapes having said angles 
calculated by steps (1) and (2); and 

(4) providing a cutting nutans to cut grooves in said surface of said 
master in correspondence to said angles calculated by steps (1) and (2) and said groove 
locations determined by step (3) to form L series of intersecting grooves which define a 
plurality of three-dimensional shapes upraised from said surface, each of said shapes being 
defined by a distinct and discernible boundary including specific dimensions, wherein not all 
said three-dimensional shapes are identical. 

7. The master tool of cl^im 6, wherein said right and left half angles each have 
a value between 8° and 45°. 

8. The master tool dr claim 6, wherein said three-dimensional shapes comprise 
pyramids. 

9. The master ^6lAjpf claim 6, wherein each said pyramid comprises planar 
surfaces which intersect tc/ fynjfa material-included angle at a distal end of said pyramid, 
wherein said material-included anglels a value from 25° and 90°. 



10. The master ^>ol of claim 6, wherein said cutting means comprises a diamond 
cutting tool. 

11. The master tool of claim 6, comprised of a metal material. 
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12. The master tool of claim 6 wherein said major surface is nickel-plated after 
completing said step (4). / 

13. The master tool of claim 6, wherein said firct and said second directions are 
oriented perpendicular to each other. / 

14. A production tool for manufacturing An abrasive article that comprises a 
major surface having deployed in fixed position theifeon first and second three-dimensional 
abrasive composites, each of said composites comprising abrasive particles dispersed in a 
binder and having a shape defined by a substantially distinct and discernible boundary which 
includes substantially specific dimensions, wherein said first abrasive composite has a shape 
having specific first dimensions and said second abrasive composite has a second shape 
having second specific dimensions, wherein each of said abrasive composites has a 
boundary defined by at least four planar/ surfaces wherein adjacent planar surfaces of one 
composite meet at an edge to define an/angle of intersection therebetween, wherein at least 
one angle of intersection of said first Abrasive composite is different from all of the angles 
of intersection of said second composite, said production tool comprising a structure 
having a plurality of adjacent three-dimensional cavities form on a major surface thereof, 
wherein each three-dimensional Cavity is defined by a substantially distinct and discernible 
boundary which includes substantially specific dimensions, wherein a first three-dimensional 
cavity has a first shape having specific first dimensions and a second three-dimensional 
cavity has a second shape/ having second specific dimensions, wherein each of said 
three-dimensional cavities has a boundary defined by at least four planar surfaces wherein 
adjacent planar surfaces oyone three-dimensional cavity meet at an edge to define an angle 
of intersection therebetween, wherein at least one angle of intersection of said first 
three-dimensional cavftvvis different from all angles of intersection of said second 
three-dimensional cavltyy 

15. The production tool of claim 14, wherein said three-dimensional cavities 
comprise geometrical shapes. 
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16. The production tool of claim 15, wherein said geometrical shapes are 
selected from the group of geometrical shapes consisting/of cubic, prigmatic, 
prymidal and truncated prymidal shapes. / 

17. A production tool for manufacturing an abraswe article that comprises a 
major surface having deployed in fixed position thereon first and second three- 
dimensional abrasive composites, each of said composites comprising abrasive 
particles dispersed in a binder and having a shape defined by a substantially 
distinct and discernible boundary which /ncludes substantially specific 
dimensions, wherein said first abrasive comi^osite has a shape having specific 
first dimensions and said second abrasive composite has a second shape having 
second specific dimensions, wherein eaon of said abrasive composites has a 
boundary defined by at least four pla/nar surfaces wherein adjacent planar 
surfaces of one composite meet at an/ edge to define ah angle of intersection 
therebetween, wherein at least one /ngle of intersection of said first abrasive 
composite is different from all off the angles of intersection of said second 
composite, said production tool >comprising a structure having a plurality of 
adjacent three-dimensional cavities form on a major surface thereof, wherein 
each three-dimensional cavity is defined by a substantially distinct and 
discernible boundary which includes substantially specific dimensions, wherein 
a first three-dimensional cawy has a first shape having specific first dimensions 
and a second three-dimensional cavity has a second shape having second 
specific dimensions, wherein each of said three-dimensional cavities has a 
boundary defined by at least four planar surfaces wherein adjacent planar 
surfaces of one three^merisional cavity meet at an edge . to define an angle of 
intersection therebetween, wherein at least one angle of intersection of said first 
three-dimensional oavitysis different from all angles of intersection of said 
second three-dimerisional cavity, wherein said three-dimensional cavities 
comprise pyramMal shapes, wherein each pyramidal shape comprises planar 
surfaces which intersect to form a material-included angle at a distal end of said 
pyramid, wherein said material-included angle is a value from 25° to 90°. 
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18. The production tool of claim 14, comprised of a material selected from 
the group consisting of metal, metal alloy and plaKtic. 

19. A production tool useful to shape an/ abrasive slurry into an array of 
three-dimensional nonidentical abrasive c/omposites, said production tool 
manufactured by a method comprising: 

(A) preparing a master tool, the /nethod comprising: 

(1) determining angles corresponding to facing right and left 
planar surfaces of adjacent three-dimensional shapes and wherein each of said 
angles has a value as measured betwee/ its planar surface and a plane which 
extends in a normal direction to said major surface and contains an edge of said 
planar surface in contact with said major surface, by the following substeps: 

(i) selecting an angle value between, but not 
including, 0° and 90° to establish a/first right half angle of a first right planar 
surface of a first right-side three-dimensional shape with a random number 
generating means capable of randomly selecting an angle value between, but not 
including, 0° and 90°; 

(ii) selecting an angle value between, but not 
including, 0° and 90° with said random number generating means to establish a 
first left half angle for a first left planar surface of a first left-side three- 
dimensional shape facing sai^ first right planar surface of said first right-side 
three-dimensional shape; 

(iii) / r^ibceeding along a first direction extending 
linearly within said firstSmaginary plane to a second left planar surface of a 
second left-side three-dimensional shape located adjacent said first left-side 
three-dimensional shape and using said random number generating means to 
select a value between, but not including, 0° and 90° to establish a second left 
planar angle for said second left planar surface; 

(iv) using said random number generating means to 
select a value between/ but not including, 0° and 90° for-a second right -planar - 
surface of a second rijght-side three-dimensional shape facing said second left 
planar surface; 
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(v) proceeding along said first direction to a third 
right-side three-dimensional shape located adjacent said second right-side three- 
dimensional shape; 

(vi) repeating said substej^s (i), (ii), (in), (iv), and (v), 
in that sequence, at least once; 

(2) repeating step (1) except/that the angles are determined 
for left and right planar surfaces of adjacent th/ee-dimensional shapes deployed 
in two adjacent rows in a second direction extending linearly within said first 
imaginary plane, wherein said first and second directions intersect; 

(3) using means to determine, for a given width of said 
surface of said master tool, locations of grooves required to be cut by a cutting 
means to form a series of intersecting grooves defining a plurality of three- 
dimensional shapes having said angles calculated by steps (1) and (2); and 

(4) providing a cutting means to cut grooves in said surface of said 
master tool in correspondence to said aftigles calculated by steps (1) and (2) and said 
groove locations determined by step (k) to form a series of intersecting grooves 
which define a plurality of three-dimensional shapes upraised from said surface, 
each of said shapes being defined by a distinct and discernible boundary including 
specific dimensions, wherein not jill said three-dimensional shapes are identical; 
and 

(B) forming a production tool using the master tool. 

20. A production tool fort^ahtfracturing an abrasive article that comprises a 
major surface having deployed in fixed position thereon first and second three- 
dimensional abrasive composites, each of said composites comprising abrasive 
particles dispersed in a b/nder and having a shape defined by a substantially 
distinct and discernible boundary which includes substantially specific 
dimensions, wherein said first abrasive composite has a shape having specific 
first dimensions and said second abrasive composite has a second shape having 
second specific dimensions, wherein each of said abrasive composites has a 
boundary defined by at least four planar surfaces wherein adjacent planar 
surfaces of one composite meet at an edge to define an angle of intersection 
therebetween; wherein at least one angle of intersection of said first abrasive 
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composite is different from all of the angles of intersection of said second 
composite, said production tool comprising a structuremaving a plurality of 
adjacent three-dimensional cavities form on a major surface thereof, wherein 
each three-dimensional cavity is defined by a substantially distinct and 
discernible bdundary which includes substantially specific dimensions, wherein 
a first three-dimensional cavity has a first shape having specific first dimensions 
and a second three-dimensional cavity has a seccmd shape having second 
specific dimensions, wherein each of said three-jdimensional cavities has a 
boundary defined by at least four planar surfaces wherein adjacent planar 
surfaces of one three-dimensional cavity meet at an edge to define an angle of 
intersection therebetween, wherein at least one angle of intersection of said first 
three-dimensional cavity is different from aly angles of intersection of said 
second three-dimensional cavity, and wherean the production tool is a roll. 

21. A production tool for manufacturing an abrasive article that cpmprises a 
major surface having deployed in fixed position thereon first and second three- 
dimensional abrasive composites, each ©f said composites comprising abrasive 
particles dispersed in a binder and havi/ig a shape defined by a substantially 
distinct and discernible boundary which includes substantially specific 
dimensions, wherein said first abrasive composite has a shape having specific 
first dimensions and said second abrasive composite has a second shape having 
second specific dimensions, whereiWfeach of said abrasive composites has a 
boundary defined by at least four planar surfaces wherein adjacent planar 
surfaces of one composite meet at an edge to define an angle of intersection 
therebetween, wherein at least o/e angle of intersection of said first abrasive 
composite is different from all of the angles of intersection of said second 
composite, said production toed comprising a structure having a plurality of 
adjacent three-dimensional cavities form on a major surface thereof, wherein 
each three-dimensional cavity is defined by a substantially distinct and 
discernible boundary which includes substantially specific dimensions, wherein 
a first three-dimensional cavity has a first shape having specific first dimensions 
and a second three-dimensional cavity has a second shape having second 
specific dimensions, wherein each of said three-dimensional cavities has a 
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boundary defined by at least four planar surfaces wherein adjacent planar 
surfaces of one three-dimensional cavity meet at an edge to/aefine an angle of 
intersection therebetween, wherein at least one angle oOntersection of said first 
three-dimensional cavity is different from all angles^ra intersection of said 
second three-dimensional cavity, and wherein the^roduction tool is a coating 
roll. 

22. A production tool suitable for us^in manufacturing an abrasive article 
comprising a first and second plurality of cavities, wherein the first plurality of 
cavities each have a first geometry? shape and first plurality of angles forming the 
geometric shape and the second^plurality of cavities each have a second geometric 
shape and second plurality of angles forming the geometric shape, and wherein at 
least one of the angles oWne first plurality is different from all of the angles of the 
second plurality of angles. 



23. A production tool suitable for use in manufacturing an abrasive article 
comprising a first, second, and third plurality of Cavities, wherein the first plurality 
of cavities each have a first geometric shape and first plurality of angles forming the 
geometric shape, the second plurality of cavities each have a second geometric 
shape and second plurality of angles forminj^the geometric shape, and the third 
plurality of cavities each have a third geometric shape and third plurality of angles 
forming the geometric shape, wherein at least one of the angles of the first plurality 
is different from all of the angles of the second and third plurality of angles, and 
wherein at least one of the angles of ttWsecond plurality is different from all of the 
angles of the first and third plurality of angles. 

A production tool suitable fpr use in manufacturing an abrasive article 
comprising a first, second, third, and fourth plurality of cavities, wherein the first 
plurality of cavities each have a first geometric shape and first plurality of angles 
forming the geometric shape, trae second plurality of cavities each have a second 
geometric shape and second plurality of angles forming the geometric shape, the 
third plurality of cavities eacm have a third geometric shape and third plurality of 
angles forming the geometric shape, and the fourth plurality of cavities each have a 
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fourth geometric shape and fourth plurality of angles forming the geometric shape, 
wherein at least one of the an/gles of the first plurality is different from all of the 
angles of the second, third/and fourth plurality of angles, wherein at least one of the 
angles of the second plurality is different from all of the angles of the first, third, 
and fourth plurality of singles, and wherein at least one of the angles of the third 
plurality is different ffom all of the angles of the first, second, and fourth plurality 
of angles. / 

25. A production tool suitable for use in manufacturing an abrasive article 
comprising a plurality of cavities, wherein the cavities each have dimensions 
defining the cavity, and wherein at least 10% of pairs of adjacent cavities have at 
least one dimension different between the two cavities of the pair. 

26. A production tool suitable for use in manufacturing an abrasive article 
comprising a plurality of cavities, wherein jflie cavities each have dimensions 
defining the cavity, and wherein at least 30% of pairs of adjacent cavities have at 
least one dimension different between tne two cavities of the pair. 

27. A production tool suitable for use in manufacturing an abrasive article 
comprising a plurality of cavities, therein the cavities each have dimensions 
defining the cavity, and whereinyat least 50% of pairs of adjacent cavities have at 
least one dimension different between the two cavities of the pair. 

28. A production tool suitable for use in manufacturing an abrasive article 
comprising a plurality of davities, wherein the cavities each have a geometric shape, 
dimensions defining theycavity, and angles forming the geometric shape, wherein 
the angles are different in at least two of the cavities, and further wherein at least 
10% of pairs of adjacent cavities have at least one dimension different between the 
two cavities of the pair. 

29. A production tool suitable for use in manufacturing an abrasive article 
comprising a murality of cavities, wherein the cavities each have dimensions 
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defining the cavity, and whereirv^i^asrfwo adjacent cavities have at least one 
dimension differenLbet^een the two cavities. 



30^^ A production tool suitable for use in rafanufacturing an abrasive article 
comprising a plurality of cavities defining at^east a first, a second, and a third 
group, wherein a first group of cavities has A first shape, a second group of cavities 
has a second shape, a third group of cavities has a third shape, and wherein the first, 
second, and third shapes are all different/ 



A production tool suitable for i/se in manufacturing an abrasive article 
comprising a plurality of cavities defining at least a first, a second, and a third 
group, wherein a first group of cavities has a first size, a second group of cavities 
has a second size, a third group of cavities has a third size, and wherein the first, 
second, and third sizes are all different. 



A production tool suitable for use in manufacturing an abrasive article 
comprising a plurality of cavitids defined by substantially distinct and discernible 
boundaries which include substantially specific dimensions, wherein a first cavity 
has specific first dimensions, k second cavity has specific second dimensions, and a 
third cavity has specific third dimensions, each of said cavities has a boundary 
defined by at least four planar surfaces wherein adjacent planar surfaces of one 
cavity meet at an edge to aefine an angle of intersection therebetween, wherein at 
least one angle of intersection of said first cavity is different from all the angles of 
intersection of said second and third cavities, and wherein at least one angle of 
intersection of said second cavity is different from all the angles of intersection of 
said first and third cavities. . 



33. A production tool suitable fort se in manufacturing an abrasive article 
comprising a first and second^pfurality of cavities, wherein the first plurality of 
30 cavities each have a fitsj^eometric shape and first plurality of angles forming the 
geometric shape ant^he(second plurality of cavities each have a second geometric 
shape and secontKplurality of angles forming the geometric shape, wherein at least 
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one of the angles of the first plurality is different from ml of the angles of the 
second plurality of angles, and wherein the production tool is a coating roll. 

34. A production tool suitable for use in manufacturing an abrasive article 
comprising a first, second, and third plurality ofifcavities, wherein the first plurality 
of cavities each have a first geometric shape and first plurality of angles forming the 
geometric shape, the second plurality of cavittes each have a second geometric 
shape and second plurality of angles forming the geometric shape, and the third 
plurality of cavities each have a third geometric shape and third plurality of angles 
forming the geometric shape, wherein at/least one of the angles of the first plurality 
is different from all of the angles of the second and third plurality of angles, 
wherein at least one of the angles of me second plurality is different from all of the 
angles of the first and third plurality of angles, and wherein the production tool is a 
coating roll. sh 

35. A production tool suitable for use in manufacturing an abrasive article 
comprising a first, second, third, and fourth plurality of cavities, wherein the first 
plurality of cavities each have a first geometric shape and first plurality of angles 
forming the geometric shape, the second plurality of cavities each have a second 
geometric shape and second plurality of angles forming the geometric shape, the 
third plurality of cavities each have a third geometric shape and third plurality of 
angles forming the geometric shape, and the fourth plurality of cavities each have a 
fourth geometric shape and fourth plurality of angles forming the geometric shape, 
wherein at least one/of the angles of the first plurality is different from all of the 
angles of the secon/d, third, and fourth plurality of angles, wherein at least one of the 
angles of the second plurality is different from all of the angles of the first, third, 
and fourth plura/ity of angles, wherein at least one of the angles of the third 
plurality is different from all of the angles of the first, second, and fourth plurality 
of angles, and/wherein the production tool is a coating roll. 

36. A production tool suitable for use in manufacturing an abrasive article 
comprising a plurality of cavities, wherein the cavities each have dimensions 
defining the cavity, wherein at least 10% of pairs of adjacent cavities have at least 
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one dimension different between the two cavities of the pair, and wherein the 
production tool is a coating roll. / 

37. A production tool suitable f©r use in manufacturing an abrasive article 
comprising a plurality of cavities, wherein the cavities each have dimensions 
defining the cavity, wherein at least 30% of pairs of adjacent cavities have at least 
one dimension different between the two cavities of the pair, and wherein the 
production tool is a coating roly 

38. A production tool suitable for use in manufacturing an abrasive article 
comprising a plurality of cavities, wherein the cavities each have dimensions 
defining the cavity, whereirf at least 50% of pairs of adjacent cavities have at least 
one dimension different between the two cavities of the pair, and wherein the 
production tool is a coatimg roll. 

39. A production top Citable for use in manufacturing an abrasive article 
comprising a plurality of cavities, wherein the cavities each have a geometric shape, 
dimensions defining trie cavity, and angles forming the geometric shape, wherein 
the angles are different in at least two of the cavities, wherein at least 10% of pairs 
of adjacent cavities nave at least one dimension different between the two cavities 
of the pair, and wherein the production tool is a coating roll. 

40. A product/on tool suitable for use in manufacturing an abrasive article 
comprising a plurality of cavities, wherein the cavities each have dimensions 
defining the cavity, wherein at least two adjacent cavities have at least one 
dimension different between the two cavities, and wherein the production tool is a 
coating roll. / 

41. A production tool suitable for use in manufacturing an abrasive article 
comprising a/plurality of cavities defining at least a first and a second group, 
wherein a fitist group of cavities has a first shape and a second group of cavities has 
a second, different, shape, and wherein the production tool is a coating roll. 
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42. A production tool suitable for use in manufacturing an abrasive article 
comprising a plurality of cavities defining atyleast a first and a second group, 
wherein a first group of cavities has a first saze and a second group of cavities has a 
second, different, size, and wherein the production tool is a coating roll. 

43. A production tool suitable for use in manufacturing an abrasive article 
comprising a plurality of cavities defined by substantially distinct and discernible 
boundaries which include substantially specific dimensions, wherein a first cavity 
has specific first dimensions and a recond cavity has specific second dimensions, 
each of said cavities has a boundary defined by at least four planar surfaces wherein 
adjacent planar surfaces of one cAvity meet at an edge to define an angle of 
intersection therebetween, whepin at least one angle of intersection of said first 
cavity is different from all the Angles of intersection of said second cavity, and 
wherein the production tool ife a coating roll. 

44. A production tool citable for use in manufacturing an abrasive article 
comprising a first and second plurality of cavities, wherein the first plurality of 
cavities each have a firs/ geometric shape and first plurality of angles forming the 
geometric shape and the second plurality of cavities each have a second geometric 
shape and second plurality of angles forming the geometric shape, wherein at least 
one of the angles of wie first plurality is different from all of the angles of the 
second plurality of angles, and wherein the production tool is an engraved metal 
roll. JL 

45. A production tool suitable for use in manufacturing an abrasive article 
comprising a first, second, and third plurality of cavities, wherein the first plurality 
of cavities each/have a first geometric shape and first plurality of angles forming the 
geometric share, the second plurality of cavities each have a second geometric 
shape and second plurality of angles forming the geometric shape, and the third 
plurality of cavities each have a third geometric shape and third plurality of angles 
forming the geometric shape, wherein at least one of the angles of the first plurality 
is different from all of the angles of the second and third plurality of angles, 
wherein at least one of the angles of the second plurality is different from all of the 
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angles of the first and third plurality of angles, and wherein the production tool is an 
engraved metal roll. / 

46. A production tool suitable for use iir manufacturing an abrasive article 
comprising a first, second, third, and fourth plurality of cavities, wherein the first 
plurality of cavities each have a first geometric shape and first plurality of angles 
forming the geometric shape, the second/plurality of cavities each have a second 
geometric shape and second plurality of angles forming the geometric shape, the 
third plurality of cavities each have a traird geometric shape and third plurality of 
angles forming the geometric shape, and the fourth plurality of cavities each have a 
fourth geometric shape and fourth plurality of angles forming the geometric shape, 
wherein at least one of the angles of/the first plurality is different from all of the 
angles of the second, third, and fourth plurality of angles, wherein at least one of the 
angles of the second plurality is different from all of the angles of the first, third, 
and fourth plurality of angles, wherein at least one of the angles of the third 
plurality is different from all of Wie angles of the first, second, and fourth plurality 
of angles, and wherein the production tool is an engraved metal roll. 

47. A production tool suit/able for use in manufacturing an abrasive article 
comprising a plurality of cavities, wherein the cavities each have dimensions 
defining the cavity, wherein! at least 10% of pairs of adjacent cavities have at least 
one dimension different between the two cavities of the pair, and wherein the 
production tool is an engraved metal roll. 

48. A production tool suitable for use in manufacturing an abrasive article 
comprising a plurality/of cavities, wherein the cavities each have dimensions 
defining the cavity, Wherein at least 30% of pairs of adjacent cavities have at least 
one dimension different between the two cavities of the pair, and wherein the 
production tool is aln engraved metal roll. 

49. A production tool suitable for use in manufacturing an abrasive article 
comprising a phirality of cavities, wherein the cavities each have dimensions 
defining the cavAty, wherein at least 50% of pairs of adjacent cavities have at least 
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one dimension different between the two cayities of the pair, and wherein the 
production tool is an engraved metal roll. 

50. A production tool suitable for use ip manufacturing an abrasive article 
comprising a plurality of cavities, wherein/the cavities each have a geometric shape, 
dimensions defining the cavity, and angles forming the geometric shape, wherein 
the angles are different in at least two of tpe cavities, wherein at least 10% of pairs 
of adjacent cavities have at least one dimension different between the two cavities 
of the pair, and wherein the production t|ol is an engraved metal roll. 

51. A production tool suitable for usje in manufacturing an abrasive article 
comprising a plurality of cavities, wherein the cavities each have dimensions 
defining the cavity, wherein at least twjo adjacent cavities have at least one 
dimension different between the two cavities, and wherein the production tool is an 
engraved metal roll. 

52. A production tool suitable fofr use in manufacturing an abrasive article 
comprising a plurality of cavities defining at least a first and a second group, 
wherein a first group of cavities hai a first shape and a second group of cavities has 
a second, different, shape, and wherein the production tool is an engraved metal 
roll. 

53. A production tool suitable for use in manufacturing an abrasive article 
comprising a plurality of cavities defining at least a first and a second group, 
wherein a first group of cavities /has a first size and a second group of cavities has a 
second, different, size, and wherein the production tool is an engraved metal roll. 

54. A production tool suitaple^for use in manufacturing an abrasive article 
comprising a plurality of cavities defined by substantially distinct and discernible 
boundaries which include substantially specific dimensions, wherein a first cavity 
has specific first dimensions And a second cavity has specific second dimensions, 
each of said cavities has a bdundary defined by at least four planar surfaces wherein 
adjacent planar surfaces of one cavity meet at an edge to define an angle of 
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intersection therebetween, wherein at least one angle of intersection of said first 
cavity is different from all the angles of intersectioa^fsaid second cavity, and 
wherein the production tool is an engraved mejarfroll. 

55. A method of making a production tool, the method comprising: 

creating a design for a production tool for manufacturing an abrasive article, 
the production tool comprising a first and second plurality of cavities, wherein the 
first plurality of cavities e*<ch have a first geometric shape and first plurality of 
angles forming the geometric shape and the second plurality of cavities each have a 
second geometric stfape and second plurality of angles forming the geometric 
shape, wherein at least one of the angles of the first plurality is different from all of 
the angles of the second plurality of angles; and 

forming the production tool using the design. 



$6. A method of making a production tool, the method comprising: 

creating a design for a production tool for manufacturing an abrasive article, 
the production tool comprising a first, second, and third plurality of cavities, 
wherein the first plurality of cavities each have a first geometric shape and first 
plurality of angles forming the geometnc shape, the second plurality of cavities 
each have a second geometric shape apd second plurality of angles forming the 
geometric shape, and the third plural/ty of cavities each have a third geometric 
shape and third plurality of angles forming the geometric shape, wherein at least 
one of the angles of the first plurality is different from all of the angles of the 
second and third plurality of angles, and wherein at least one of the angles of the 
second plurality is different from all of the angles of the first and third plurality of 
angles; and / 

forming the production tool using the design. 



£7. A method of making a production tool, the method comprising: 

creating a design for a production tool for manufacturing an abrasive article, 
the production tool comprising a first, second, third, and fourth plurality of cavities, 
wherein the first plurality of cavities each have a first geometric shape and first 
plurality of angles forming the geometric shape, the second plurality of cavities 





each have a second geometric shape and second plurality of angles forming the 
geometric shape, the third plurality of catties each have a third geometric shape 
and third plurality of angles forming the geometric shape, and the fourth plurality of 
cavities each have a fourth geometric/ shape and fourth plurality of angles forming 
the geometric shape, wherein at lea^st one of the angles of the first plurality is 
different from all of the angles of the second, third, and fourth plurality of angles, 
wherein at least one of the anglfes of the second plurality is different from all of the 
angles of the first, third, and fourth plurality of angles, and wherein at least one of 
the angles of the third plurality is different from all of the angles of the first, second, 
and fourth plurality of angles; and 

forming the production tool using the design. 

58. A method of making a production tool, the method comprising: 

creating a design for a production tool for manufacturing an abrasive article, 
the production tool comprising a plurauity of cavities, wherein the cavities each 
have dimensions defining the cavity/ and wherein at least 10% of pairs of adjacent 
cavities have at least one dimension different between the two cavities of the pair; 
and / 

forming the production /ool using the design. 

59. A method of makings a production tool, the method comprising: 

creating a design fdx a production tool for manufacturing an abrasive article, 
the production tool comprising a plurality of cavities, wherein the cavities each 
have dimensions defining the cavity, and wherein at least 30% of pairs of adjacent 
cavities have at least one dimension different between the two cavities of the pair; 
and II J 

forming thef production tool using the design. 

60. A method of making a production tool, the method comprising: 
creating/a design for a production tool for manufacturing an abrasive article, 

the production tool comprising a plurality of cavities, wherein the cavities each 
have dimens/ons defining the cavity, and wherein at least 50% of pairs of adjacent 
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cavities have at least one dimension different j^etween the two cavities of the pair; 
and 

forming the production tool using/the design. 
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61. A method of making a production tool, the method comprising: 

creating a design for a production tool for manufacturing an abrasive article, 
the production tool comprising af plurality of cavities, wherein the cavities each 
have a geometric shape, dimensions defining the cavity, and angles forming the 
geometric shape, wherein the angles are different in at least two of the cavities, and 
further wherein at least 10% of pairs of adjacent cavities have at least one 
dimension different between the two cavities of the pair; and 
forming the production tool using the design. 



62. A method of^making a production tool, the method comprising: 
15 creating a design for a production tool for manufacturing an abrasive article, 

the production taol comprising a plurality of cavities, wherein the cavities each 
have dimensions defining the cavity, and wherein at least two adjacent cavities have 
at least one dimension different between the two cavities; and 
forcing the production tool using the design. 

20 

^ 63. A method of making a production tool, the method comprising: 

creating a design for a production tool for manufacturing an abrasive article, 
the production tool comprising a plurality of cavities defining at least a first, a 
second group, and a third group, wherein a first group of cavities has a first shape, a 
25 second group of cavities has a second shape, a third group of cavities has a third 
shape, and wherein the first, second, and third shapes are all different; and 
forming the production tool using the design. 
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64. *S A method of making k production tool, the method comprising: 
creating a design for a production tool for manufacturing an abrasive article, the 
production tool comprising a plurality of cavities defining at least a first, a second 
group, and a third group/ wherein a first group of cavities has a first size, a second 
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group of cavities has a second size, a third group of cavities has a third size^ and 
wherein the first, seconp, and third sizes are all different; and 
forming the production tool using the design. 

65. A method of making a production tool/the method comprising: 

creating a design for a production too/for manufacturing an abrasive article, 
the production tool comprising a plurality of cavities defined by substantially 
distinct and discernible boundaries which include substantially specific dimensions, 
wherein a first cavity has specific first dimensions and a second cavity has specific 
second dimensions, and further wherein each of said cavities has a boundary 
defined by at least four planar surfaces /vherein adjacent planar surfaces of one 
cavity meet at an edge to define an angle of intersection therebetween, wherein at 
least one angle of intersection of saia first cavity is different from all the angles of 
intersection of said second cavity; and 

forming the production tool using the design. 

66. The method of claim 55/wherein the production tool is a coating roll. 

67. The method of claim 56, wherein the production tool is a coating roll. 

68. The method of claim 57, wherein the production tool is a coating roll. 

69. The method of clMm.58, wherein the production tool is a coating roll. 

70. The method of dlaim 59, wherein the production tool is a coating roll. 

71. The method of claim 60, wherein the production tool is a coating roll. 

72. The method Lf claim 61, wherein the production tool is a coating roll. 

73. The method of claim 62, wherein the production tool is a coating roll. 

74. The method of claim 63, wherein the production tool is a coating roll. 
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75. The method of claim 64, wherein the production tool is a coating roll. 

76. The method of claim 65, wherein the pjpduction tool is a coating roll. 

77. The method of claim 55, wherein th^ production tool is an engraved metal 
roll. 
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78. The method of claim 56, wherein the production tool is an engraved metal 
10 roll. 

79. The method of claim 57, wfterein the production tool is an engraved metal 
roll. 



15 80. The method of claim 5^r, wherein the production tool is an engraved metal 
roll. 



81. The method of claiip 59, wherein the production tool is an engraved metal 
roll. 

20 

82. The method of (jflaim 60, wherein the production tool is an engraved metal 
roll. 

83. The method f)f claim 61, wherein the production tool is an engraved metal 
25 roll. 

84. The method of claim 62, wherein the production tool is an engraved metal 
roll. 

30 85. The method of claim 63, wherein the production tool is an engraved metal 
roll. 
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86. The method of claim 64, wherein the production tooli^afTen graved metal 
roll. 

87. The method of claim 65, wherenHne production tool is an engraved metal 
roll. 

88. The production topi of claim 22, wherein the first geometric shape includes 
a base and first pluraHty of base edge lengths, wherein the second geometric shape 
includes a base an^ second plurality of base edge lengths, and wherein at least one 
of the base edge lengths of the first plurality is different from all of the base edge 
lengths ofjtfe second plurality of base edge lengths. 

89. The production tool of claim 23, wherein the first geometric shape includes 
a base and first plurality of base edge lengths, wherein the second geometric shape 
includes a base and second plurality of base edge lengths, wherein the third 
geometric shape includes a base and third plurality of base edge lengths, wherein at 
least one of the base edge lengths of the first plurality is different from all of the 
base edge lengths of the second and third plurality of base edge lengths, and 
wherein at least one of the base edge lengths of the second plurality is different 
from all of the base edge lengths of the first and third plurality of base edge lengths. 

90. The production tool of claim 24, wherein the first geometric shape includes 
a base and first plurality of base edge lengths, wherein the second geometric shape 
includes a base and second plurality of base edge lengths, wherein the third 
geometric shape includes a base and third plurality of base edge lengths, wherein 
the fourth geometric shape includes a base and fourth plurality of base edge lengths, 
wherein at least one of the base edge lengths of the first plurality is different from 
all of the base edge lengths of the second, third, and fourth plurality of base edge 
lengths, wherein at least one of the base edge lengths of the second plurality is 
different from all of the base edge lengths of the first, third, and fourth plurality of 
base edge lengths, and wherein at least one of the base edge lengths of the third 
plurality is different from all of the base edge lengths of the first, second, and fourth 
plurality of base edge lengths. 
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91. A production tool suitable for use in manufacturing an abrasiii^arttCle 
comprising a first and second plurality of cavities, wjier^mthe first plurality of 
cavities each have a first geometric shapejjaetuding a base and first plurality of base 
edge lengths forming the hasesyfjjae^ometric shape and the second plurality of 
cavities each have a seco^^^jnetric shape including a base and second plurality 
of base edge length^forming the base of the geometric shape, and wherein at least 
one of the ba^edge lengths of the first plurality is different from all of the base 
edge lep^ths of the second plurality of base edge lengths. 



9^/^ A production tool suitable for use in manufacturing an abrasive article 
comprising a first, second, and third plurality of canities, wherein the first plurality 
of cavities each have a first geometric shape including a base and first plurality of 
base edge lengths forming the base of the geometric shape, the second plurality of 
cavities each have a second geometric shape inoluding a base and second plurality 
of base edge lengths forming the base of the geometric shape, and the third plurality 
of cavities each have a third geometric shape including a base and third plurality of 
. base edge lengths forming the base of the geometric shape, wherein at least one of 
the base edge lengths of the first plurality is/different from all of the base edge 
lengths of the second and third plurality of base edge lengths, and wherein at least 
one of the base edge lengths of the second/plurality is different from all of the base 
edge lengths of the first and third plurality of base edge lengths. 

A production tool suitable for use in manufacturing an abrasive article 
comprising a first, second, third, and fourth plurality of cavities, wherein the first 
plurality of cavities each have a first geometric shape including a base and first 
plurality of base edge lengths forming the base of the geometric shape, the second 
plurality of cavities each have a secpnd geometric shape including a base and 
second plurality of base edge lengtihs forming the base of the geometric shape, the 
,third„plurality of cavities each Jiaye a third geometric shape including a base and 
third plurality of base edge lengms forming the base of the geometric shape, and the 
fourth plurality of cavities each/have a fourth geometric shape including a base and 
fourth plurality of base edge lengths forming the base of the geometric shape, 
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wherein at least one of the base edge/lengths of the first plurality is different from 
all of the base edge lengths of the second, third, and fourth plurality of base'edge 
lengths, wherein at least one of the base edge lengths of the second plurality is 
different from all of the base edge lengths of the first, third, and fourth plurality of 
base edge lengths, and whereih at least one of the base edge lengths of the third 
plurality is different from all of the base edge lengths of the first, second, and fourth 
plurality of base edge lenjgths. 

94. A production tool suitable for use in manufacturing an abrasive article 
comprising a plurality of cavities, wherein the cavities each have dimensions 
defining the cavity, the dimensions including base edge lengths, and wherein at 
least 10% of pairs of adjacent cavitiesr have at least one base edge length different 
between the two cavities of the pair/ 

95. A production tool suitable for use in manufacturing an abrasive article 
comprising a plurality of cavities, wherein the cavities each have dimensions 
defining the cavity, the dimensions including base edge lengths, and wherein at 
least 30% of pairs of adjaceni cavities have at least one base edge length different 
between the two cavities of Ahe pair. 

96. A production tool/suitable for use in manufacturing an abrasive article 
comprising a plurality of cavities, wherein the cavities each have dimensions 
defining the cavity, the dimensions including base edge lengths, and wherein at 
least 50% of pairs of adjacent cavities have at least one base edge length different 
between the two caviftes of the pair. 

97. A production tool suitable for use in manufacturing an abrasive article 
comprising a plurality of cavities, wherein the cavities each have dimensions 
defining the cavity, the dimensions including base edge lengths, and wherein at 
least two adjacenf cavities have at least one base edge lengths different between the 
two cavities. / 

98. The production tool of claim 91 which is a coating roll. 
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99. The production tool of claim 92 which is af coating roll. 

100. The production tool of claim 93 which jfs a coating roll. 

101. The production tool of claim 94 whicjft is a coating roll. 

102. The production tool of claim 95 whjfch is a coating roll. 

103. The production tool of claim 96 wnich is a coating roll. 

104. The production tool of claim 97 which is a coating roll. 

105. The production tool of claim 9 1 which is an engraved metal roll. 

106. The production tool of claim 92 which is an engraved metal roll. 

107. The production tool of claim 93 which is an engraved metal roll. 

108. The production tool of claim 94 which is an engraved metal roll. 

109. The production tool of claim 95 which is an engraved metal roll. 

1 10. The production tool ofc|aim 96 which is an engraved metal roll. 

111. The production tool of /claim 97 which is an engraved metal roll. 

112. A method of making k production tool, the method comprising: 

creating a design for a production tool for manufacturing an abrasive article, 
the production tool comprising a first and second plurality of cavities, wherein the 
first plurality of cavities eaoh have a first geometric shape including a base and first 
plurality of base edge lengtps forming the base of the geometric shape and the 
second plurality of cavitieq each have a second geometric shape including a base 
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1 \pf A method of making a production tool, the m/ethod comprising: 



creating a design for a production tool for manufacturing an abrasive article, 
the production tool comprising a first, second, and tmird plurality of cavities, wherein 
the first plurality of cavities each have a first geometric shape including a base and 
first plurality of base edge lengths forming the bade of the geometric shape, the 
second plurality of cavities each have a second geometric shape including a base and 
second plurality of base edge lengths forming tne base of the geometric shape, and 
the third plurality of cavities each have a third geometric shape including a base and 
third plurality of base edge lengths forming tne base of the geometric shape, wherein 
at least one of the base edge lengths of the first plurality is different from all of the 
base edge lengths of the second and third plurality of base edge lengths, and wherein 
at least one of the base edge lengths of the second plurality is different from all of 
the base edge lengths of the first and thirtf plurality of base edge lengths; and 



>l4. A method of making a production tool, the method comprising: 

creating a design for a production tool for manufacturing an abrasive article, 
the production tool comprising a fir&c, second, third, and fourth plurality of cavities, 
wherein the first plurality of cavities each have a first geometric shape including a 
base and first plurality of base edge lengths forming the base of the geometric shape, 
the second plurality of cavities each have a second geometric shape including a base 
and second plurality of base edge lengths forming the base of the geometric shape, 
the third plurality of cavities each have a third geometric shape including a base and 
third plurality of base edge lengths forming the base of the geometric shape, and the 
fourth_plurality of _cavitiesyeach have a fourth geometric shape including a base and 
fourth plurality of base edge lengths forming the base of the geometric shape, 
wherein at least one of me base edge lengths of the first plurality is different from all 
of the base edge lengths of the second, third, and fourth plurality of base edge 



forming the production tool usiryg the design 
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lengths 1 , wherein at least one of the b^se edge lengths of the second plurality is 
different from all of the base edge lengths of the first, third, and fourth plurality of 
base edge lengths, and wherein ar least one of the base edge lengths of the third 
plurality is different from all oj the base edge lengths of the first, second, and fourth 
plurality of base edge lengths*; and 

forming the production tool using the design. 

115. A method of making a production tool, the method comprising: 

creating a design for a production tool for manufacturing an abrasive article, 
the production tool comprising a plurality of cavities, wherein the cavities each 
have dimensions defining the cavity, the dimensions including base edge lengths 
wherein at least 10% of pairp of adjacent cavities have at least one base edge length 
different between the two c/ivities of the pair; and 

forming the production tool using the design. 

116. A method of maMng a production tool, the method comprising: 

creating a design for a production tool for manufacturing an abrasive article, 
the production tool comprising a plurality of cavities, wherein the cavities each 
have dimensions defining the cavity, the dimensions including base edge lengths 
wherein at least 30% ©f pairs of adjacent cavities have at least one base edge length 
different between the/two cavities of the pair; and 

forming the jrroduction tool using the design. 

117. A method ofmaking a production tool, the method comprising: 

creating a design for a production tool for manufacturing an abrasive article, 
the production toofl comprising a plurality of cavities, wherein the cavities each 
have dimensions flefining the cavity, the dimensions including base edge lengths 
wherein at least 30% of pairs of adjacent cavities have at least one base edge length 
different between the two cavities of the pair; and 
forming the production tool using the design. 



118. A method of making a production tool, the method comprising: 
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creating a design for a production tool for manufacturing an abrasive article, 
the production tool comprising a plurality of cavities^ wherein the cavities each 
have dimensions defining the cavity, the dimensions including base edge lengths, 
and wherein at least two adjacent cavities have ay least one base edge lengths 
different between the two cavities; and / 

forming the production tool using the ^design. 

119. The method of claim 112, wherein/he production tool is a coating roll. 

120. The method of claim 113, wherein the production tool is a coating roll. 

121. The method of claim 1 14, wtferein the production tool is a coating roll. 

122. The method of claim 1 15jwherein the production tool is a coating roll. 

123. The method of claim 1 ife, wherein the production tool is a coating roll. 

124. The method of claim/l 17, wherein the production tool is a coating roll. 

125. The method of claim 1 18, wherein the production tool is a coating roll. 

126. The method of cLaim 112, wherein the production tool is an engraved metal 
roll. A\ 

127. The method of claim 1 13, wherein the production tool is an engraved metal 
roll. / 

128. The method! of claim 1 14, wherein the production tool is an engraved metal 
roll. / 

129. The metnod of claim 1 15, wherein the production tool is an engraved metal 
roll. / 
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130. The method of claim 116, wherein the productioij^eofislm engraved metal 
. roll. 

131. The method of claim^W/, wherein the production tool is an engraved metal 
5 roll. 
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132. ^Pne method of claim 118, wherein the production tool is an engraved metal 
to} 



133. The production too 
lengths of the third plurality 
lengths of the first and sec 



claim 92, wherein at least one of the base edge 
of ba(se edge lengths is different from all the base edge 
urality of base edge lengths. 



134. The production tool of claim 92, wherein the first, second, and third 
geometric shapes are pyramidal. 
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135. The production tool of claim 92, wherein the first, second, and third 
geometric shapes are truncated pyramidal. 




13^7 A production tool suitable for yase in manufacturing an abrasive article 
comprising a first, second, and thirdyrow of cavities, wherein the cavities each have 
a geometric shape including a baseband a plurality of base edge lengths forming the 
base of the geometric shape, wherein at least one of the base edge lengths of the 
first row of cavities is differenyfrom all the base edge lengths of the second and 
third rows of cavities, and wherein at least one of the base edge lengths of the 
second row of cavities is efferent from all the base edge lengths of the first and 
third row of cavities. 



137. Thepri 
lengths of the/ th 
first and seco] 




tool of claim 136, wherein at least one of the base edge 
rd row of cavities is different from all the base edge lengths of the 
f cavities. 
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138. The production tool of claim 136, wherein the geometric shape of the 
cavities in the first, second, and third rows are pyramidal. 

139. The production tool of claim 136, wherein the geometric shape of the 
5 cavities in the first, second, and third rows are truncated pyramidal. 

140. The production tool of claim 136, wherein the first, second, and third rows 
of cavities extend in parallel to one another. 

10 141. The production tool of claim 136, wherein the base edge lengths of the first 
row of cavities have a first base edge length extending parallel to the first row and a 
second base edge length extending perpendicular to the first row, and wherein the 
second base length of all the cavities in the first row is the same. 
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142. The production tool of claim 141, wherein at least some of the first base 
lengths of the cavities in the first row are different from one another. 
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A production tool suitable for uise in manufacturing an abrasive article 
comprising first, second, and third cavities, wherein the first cavity has a first 
geometric shape including a base ancl a first plurality of base edge lengths forming 
the base of the geometric shape, thef second cavity has a second geometric shape 
including a base and a second plurality of base edge lengths forming the base of the 
geometric shape, and the third canity has a third geometric shape including a base 
and a third plurality of base edgfe lengths forming the base of the geometric shape, 
wherein at least one of the ba&e edge lengths of the first plurality of base edge 
lengths is different from all tne base edge lengths of the second and third plurality 
of base edge lengths, and wherein at least one of the base edge lengths of the 
second plurality of base edge lengths is different from all the base edge lengths of 
the first and third plurality of base edge lengths. 



144. The production tool 



lengths of the first and seqpni 



claim 143, wherein at least one of the base edge 



lengths of the third plurality of base edge lengths is different from all the base edge 



lurality of base edge lengths. 
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145. The production tool of claim 143, wherein the geometric shapes of the first, 
second, and third cavities are pyramidal. 

5 146. The production tool of claim 143, wherein the geometric shapes of the first, 
second, and third cavities are truncated pyramidal. 
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147. The production tool of claim 143,. wherein the first cavity is located adjacent 
to the second cavity. 

148. The production tool of claim 147, wherein the second cavity is located 
adjacent to the third cavity. 
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149. The method claim of 56, ^herein the first geometric shape includes a base 
and first plurality of base edge lehgths, wherein the second geometric shape 

ity of base edge lengths, wherein the third 
and third plurality of base edge lengths, wherein at 
of the first plurality is different from all of the 



includes a base and second plural 
geometric shape includes a base 
least one of the base edge length 



base edge lengths of the second £ nd third plurality of base edge lengths, and 
20 wherein at least one of the base edge lengths of the second plurality is different 

from all of the base edge length ^N^he first and third plurality of base edge lengths. 



1 50. The method claim of [57 
and first plurality of base ed 



geometric shape includes a base 



wherein fhe first geometric shape includes a base 
^wherein the second geometric shape 



I ;ngt 

25 includes a base and second plurality of base edge lengths, wherein the third 



and third plurality of base edge lengths, wherein 



the fourth geometric shape includes a base and fourth plurality of base edge lengths, 
wherein at least one of the base edge lengths of the first plurality is different from 
all of the base edge lengths of tlie second, third, and fourth plurality of base edge 



30 lengths, wherein at least one of 



base edge lengths, and whereii 



the base edge lengths of the second plurality is 



different from all of the base ec ge lengths of the first, third, and fourth plurality of 



at least one of the base edge lengths of the third 
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plurality is differpl^ from all of the base edge lengths of the first, second, and fourth 
plurality ofba&e ^dge/Iengths. 

15)^^A method of making a production tool, the method comprising: 

creating a deign for a production tool for manufacturing an abrasive article, 
the production tool comprising a plurality of cavities defined by substantially 
distinct and discernible boundaries which include substantially specific dimensions, 
wherein a first cavity has specific first dimensions, a/second cavity has specific 
second dimensions, and a third cavity has specific tttird dimensions, each of said 
cavities has a boundary defined by at least four planar surfaces wherein adjacent 
planar surfaces of one cavity meet at an edge to define an angle of intersection 
therebetween, wherein at least one angle of intersection of said first cavity is 
different from all the angles of intersection of sfiid second and third cavities, and 
wherein at least one angle of intersection of said second cavity is different from all 
the angles of intersection of said first and thira cavities; and 
forming the production tool using the design. 
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lS^/^A method of making a production/tool, the method comprising: 

creating a design for a production tool for manufacturing an abrasive article, 
the production tool comprising a first, second, and third row of cavities, wherein the 
cavities each have a geometric shape including a base and a plurality of base edge 
lengths forming the base of the geomfetric shape, wherein at least one of the base 
edge lengths of the first row of cavities is different from all the base edge lengths of 
the second and third rows of cavities, and wherein at least one of the base edge 
lengths of the second row of cavities is different from all the base edge lengths of 
the first and third row of cavities; and 

forming the productiogr tool using the design. 

method of making a production tool, the method comprising: 
creating a design for a production tool for manufacturing an abrasive article, 
the production tool comprising first, second, and third cavities, wherein the first 
cavity has a first geometric shape including a base and a first plurality of base edge 
lengths forming the base of the geometric shape, the second cavity has a second 
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geometric shape including a base and a seaond plurality of base edge lengths 
forming the base of the geometric shape, and the third cavity has a third geometric 
shape including a base and a third plural/ty of base edge lengths forming the base of 
the geometric shape, wherein at least one of the base edge lengths of the first 
plurality of base edge lengths is diffe/ent from all the base edge lengths of the 
second and third plurality of base edge lengths, and wherein at least one of the base 
edge lengths of the second plurality of base edge lengths is different from all the 
base edge lengths of the first and/third plurality of base edge lengths; and 
forming the production tool using the design. 
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